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(57) ABSTRACT

An assembly includes a double-sided indexable cutting
insert and a reinforcing part. The assembly can be used to
process metallic materials and the like. The polygonal,
double-sided indexable cutting insert of the present inven-
tion has a plurality of convex portions at each corner portion.
The level of the convex portions is lower than that of the
corner cutting edges. Further, the reinforcing part of the
present invention has flat portions that come into contact
with the convex portions of the cutting insert at each corner
portion. When the cutting insert and the reinforcing part are
assembled together, the flat portions of the reinforcing part
contact at least three convex portions of the cutting insert.

20 Claims, 7 Drawing Sheets
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1
ASSEMBLY OF DOUBLE-SIDED INDEXABLE
CUTTING INSERT AND SHIM

RELATED APPLICATIONS

This is a 35 USC 371 U.S. National Phase of International
Application No. PCT/KR2010/004388, filed 6 Jul. 2010 and
published in English as WO 2011/005006A2 on 13 Jan.
2011, which claims priority to KR 10-2009-0062534, filed 9
Jul. 2009. The contents of the aforementioned applications
are incorporated by reference in their entirety.

TECHNICAL FIELD

The present invention relates to an assembly of a double-
sided indexable cutting insert and a reinforcing part, which
is used to process metallic materials and the like.

BACKGROUND ART

Rough grinding refers to a method of roughly processing
metal under severe cutting conditions. To minimize forces
applied during rough grinding, the cutting edges of a cutting
insert are provided at a high position and the grooves on the
inside are typically formed to slope down towards a center
of the cutting insert.

In a single-sided cutting insert, the supporting surface at
the bottom portion is ground flat so that it can be securely
mounted on a tool holder or a reinforcing part (i.e., a ‘shim”).
However, in a double-sided cutting insert wherein its top and
bottom are symmetrical to each other, the supporting sur-
faces of such cutting insert are located at a lower position
than the cutting edges. Consequently, the supporting sur-
faces cannot be ground and the inevitable deformations
occurring during a manufacturing process tend to cause
deviations in the level of the supporting surfaces. In such a
case, the cutting insert cannot be securely mounted on the
reinforcing part or the tool holder.

Korean Patent Application No. 2008-7026943 is directed
to mounting a double-sided indexable cutting insert (1) on a
supporting plate (2). FIG. 1 illustrates a tool holder and a
supporting plate in accordance with the prior art. The upper
portion of the supporting plate (2) is provided with a
plurality of planar zones (3a, 35, 3¢), while the upper surface
of'the cutting insert (1) is provided with contact surfaces (4a,
4b, 4¢) that contact the planar zones. The contact surfaces of
the cutting insert are formed by machine pressing. However,
due to the inevitable deformations of the cutting insert
during a pressing process and the resulting deviations in the
height of the supporting surfaces, only two of the contact
surfaces might contact the planar zones and a gap may exist
between the remaining contact surface and the planar zone.
This causes the cutting insert to vibrate during cutting
processes, which in turn significantly compromises accu-
racy, and substantially reduces the cutting tool’s lifespan.

Additionally, a through-hole is formed at the center of the
above cutting insert for mounting the cutting insert on the
reinforcing part or the tool holder. When the cutting insert is
mounted by means of a screw, the screw is inserted into the
tapered through-hole of the cutting insert. In such a case,
since the screw engages the internal thread of a screw that
is used to mount the supporting plate, the clamping force
needed to secure the cutting insert is limited. Further,
replacing the cutting insert becomes cumbersome since the
screw must be fully disengaged each time the cutting insert
is replaced. Moreover, the screw easily wears out, thus
reducing the clamping force that pushes the cutting insert
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against the wall of the tool holder, which in turn often causes
damages to the cutting insert. When the cutting insert is
mounted by means of a lever, the through-hole of the cutting
insert is prismatic, i.e., the diameter of the through-hole is
constant. While this provides a good clamping force against
the wall of the tool holder, the clamping force against the
bottom of the tool holder’s pocket tends to be poor, thereby
causing the cutting insert to lift during cutting processes and
as a result becoming easily damaged. Accordingly, mounting
the cutting insert by means of a screw or a lever causes the
problem of the cutting insert becoming dislodged from the
tool holder’s pocket under severe cutting conditions.

SUMMARY

The objective of the present invention is to solve the
above technical problems of the prior art. That is, the present
invention seeks to effectively prevent the cutting insert from
becoming dislodged from its original position on the tool
holder, while ensuring a stable engagement between the
cutting insert and the tool holder at all times.

The present invention further seeks to transmit a sufficient
amount of forces in the lateral and downward directions of
the tool holder so that the cutting insert can be securely
fastened.

To achieve the above objectives, the polygonal, double-
sided indexable cutting insert of the present invention com-
prises a plurality of convex portions at each corner portion.
The level of the convex portions is lower than that of the
corner cutting edges. Further, the shim (reinforcing party) of
the present invention comprises flat portions that come into
contact with the convex portions of the cutting insert at each
corner portion. When the cutting insert and the reinforcing
part are assembled together, the flat portions of the reinforc-
ing part contact at least three convex portions of the cutting
insert.

Further, the cutting insert comprises a through-hole at the
center, which is top-bottom symmetrical and is also rotat-
ably symmetrical relative to the central axis passing verti-
cally through its center. The diameter of the through-hole
decreases from each end of the through-hole towards the
center, thereby forming a convex portion inside the through-
hole. In order to secure the cutting insert, an L.-shaped lever
is inserted into the through-hole of the cutting insert. The
L-shaped lever contacts the convex portion of the through-
hole and exerts lateral and downward pressures to secure the
cutting insert against the tool holder.

According to the present invention, a secure contact
between the double-sided indexable cutting insert and the
reinforcing part is maintained even under severe cutting
conditions since such contact is always made at three or
more points. Accordingly, even greater precision is possible
during processing and the tool’s lifespan is significantly
increased.

Moreover, the cutting insert is secured on the tool holder
without becoming dislodged even under severe cutting con-
ditions since the L-shaped lever exerts lateral and downward
pressures on the cutting insert against the tool holder.

BRIEF DESCRIPTION OF DRAWINGS

FIG. 1 shows a cutting tool according to the prior art.

FIG. 2 is a perspective view of a cutting tool of the present
invention, which comprises an assembly of a cutting insert
and a shim (reinforcing party).
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FIG. 3 is a perspective view of the assembly of the cutting
insert and the reinforcing part according to the present
invention.

FIG. 4 is a cross-sectional view through Line A-A in FIG.
2.

FIG. 5 is a perspective view of the cutting insert according
to the present invention.

FIG. 6 is a plan view of the cutting insert according to the
present invention.

FIG. 7 is a cross-sectional view through Line A-A in FIG.
6.

FIG. 8 is a perspective view of the reinforcing part
according to Embodiment 1 of the present invention.

FIG. 9 is a plan view of the reinforcing part according to
Embodiment 1 of the present invention.

FIG. 10 is a cross-sectional view through Line A-A in
FIG. 9.

FIG. 11 shows a contact point between the cutting insert
and the reinforcing part according to Embodiment 1 of the
present invention.

FIG. 12 is a perspective view of the reinforcing part
according to Embodiment 2 of the present invention.

FIG. 13 is a plan view of the reinforcing part according to
Embodiment 2 of the present invention.

FIG. 14 is a cross-sectional view through Line B-B in
FIG. 13.

FIG. 15 shows a contact point of the cutting insert and the
reinforcing part according to Embodiment 2 of the present
invention.

FIG. 16 illustrates a force applied to the cutting insert by
the L-shaped lever shown in FIG. 4.

DETAILED DESCRIPTION

Hereinafter, the present invention will be described in
detail with reference to the accompanying drawings.

FIG. 2 is a perspective view of a cutting tool according to
the present invention, which comprises an assembly of a
double-sided indexable cutting insert and a reinforcing part.
FIG. 3 is a perspective view of the assembly of the cutting
insert and the reinforcing part according to the present
invention. FIG. 4 is a cross-sectional view through Line A-A
in FIG. 2. As shown in FIG. 2, a shim (reinforcing party)
(30) is mounted on a tool holder (40) and a double-sided
indexable cutting insert (20) is in turn mounted on the
reinforcing part. As shown in FIG. 4, the reinforcing part and
the cutting insert are secured on the tool holder (4) by an
L-shaped lever (50).

A through-hole (24) is formed at the center of the cutting
insert to engage the [-shaped lever. The through-hole (24) is
top-bottom symmetrical and is also rotatably symmetrical
relative to a central axis (1) passing vertically through its
center (O). The diameter of the through-hole (24) decreases
from each end of the through-hole (24) towards the center,
thereby forming a convex portion (21) inside the through-
hole (24) (see FIG. 5). The L-shaped lever (50) secures the
cutting insert against the tool holder by contacting the
cutting insert at one point (Q) on the convex portion (21).
The convex portion (21) can be curved, as shown in FIG. 4,
or it can comprise flat surfaces sloped at certain rake angles.

As shown in FIG. 4, the cutting insert (20) has opposing
top and bottom polygonal surfaces (42), (44), respectively,
and a midplane (M) midway between the opposing polygo-
nal surfaces in a thickness direction of the insert, the
thickness direction being defined in a direction between one
of'the top and bottom polygonal surfaces and the other of the
top and bottom polygonal surfaces. FIG. 5 is a perspective
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4

view of the double-sided indexable cutting insert according
to the present invention. Cutting edges are formed at the
peripheral portion of the cutting insert and are positioned at
the highest portion, i.e., farther from the midplane (M).
Accordingly, the middle of the cutting insert is at a lower
level (i.e., is closer to the midplane (M)) than the peripheral
portion. At the center of the middle portion, a through-hole
(24) is formed for inserting a component that fastens the
cutting insert. The cutting insert according to the present
embodiment is rectangular and a dome-shaped convex por-
tion (25) is formed near a corner cutting edge (23) at each
corner portion (22) of the rectangle. Each of the dome-
shaped convex portions (25) is closer to the midplane (M)
than a corner cutting edge (23) at each corner portion (22).

Defining the distance from the center of the cutting insert
to the center of the convex portion as x and the distance from
the center of the cutting insert to the cutting insert’s corner
end as y, the xy ratio is between 0.7:1 and 0.95:1. If this
ratio is smaller than 0.7:1, i.e., the convex portions are too
close to the cutting insert’s center, then the convex portions
cannot efficiently support the cutting forces. On the other
hand, if the above ratio is larger than 0.95:1, i.e., the convex
portions are too close to the peripheral portion of the cutting
insert, then machining the convex portions and the grooves
becomes difficult.

FIG. 6 is a plan view of the cutting insert according to the
present invention. FIG. 7 is a cross-sectional view through
Line A-A in FIG. 6. As shown in FIG. 7, the peripheral
portion of the cutting insert is located at the highest point
and the rest slopes down towards the center. Also, to prevent
chips created during cutting processes from striking the
convex portions (25), the corner portions (22) comprise two
steps of grooves, i.e., a first groove (26) extending from the
corner cutting edge (23) of the corner portion (22) and a
second groove (27) extending from the first groove at a
steeper rake angle than the first groove. Thus, chips created
at the edges are guided by the first groove so that they do not
strike the convex portions (25) or adhere thereto.

FIG. 8 is a perspective view of the reinforcing part (30)
according to Embodiment 1 of the present invention. FIG. 9
is a plan view of the reinforcing part (30) according to
Embodiment 1 of the present invention. The reinforcing part
(30) according to the present embodiment is rectangular, as
is the cutting insert. At the center of the reinforcing part, a
through-hole (31) is formed for inserting a fastening com-
ponent and a ring-shaped elevated portion (32) is formed
around the through-hole (31). The strength of the reinforcing
part is improved since the elevated portion (32) increases the
thickness of the reinforcing part. Further, a flat portion (33)
is formed on the outside of the ring-shaped elevated portion
and at each corner of the rectangle.

FIG. 10 is a cross-sectional view through Line A-A in
FIG. 9. As shown in FIG. 10, the level of the ring-shaped
elevated portion (32) is higher than that of the flat portions
(33), which are formed by machine pressing. FIG. 11 shows
the contact point between the cutting insert (20) and the
reinforcing part (30) according to Embodiment 1 of the
present invention. The convex portions (25) of the cutting
insert and the flat portions (33) of the reinforcing part
contact each other at point P. Further, the cutting insert
contacts the reinforcing part at no other point than the flat
portions (33). Because three points always lie on a plane, the
cutting insert (20) and the reinforcing part (30) always
contact each other at three or more points. Accordingly,
vibrations are prevented during cutting processes, thereby
making processing precision possible.
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FIGS. 12-15 show the reinforcing part (30) according to
Embodiment 2 of the present invention. FIG. 12 is a per-
spective view of the reinforcing part (30) according to
Embodiment 2 of the present invention. FIG. 13 is a plan
view of the reinforcing part (30) according to Embodiment
2 of the present invention. FIG. 14 is a cross-sectional view
through Line B-B in FIG. 13. As shown in FIG. 14, the
reinforcing part (30) according to Embodiment 2 is different
from that of Embodiment 1 since the flat portions (33) are at
a higher position than the ring-shaped elevated portion (32).
Also, since the flat portions (33) are at the highest point, they
can be machined precisely by grinding.

FIG. 15 shows the contact point between the cutting insert
(20) and the reinforcing part (30) according to Embodiment
2 of the present invention. Similar to Embodiment 1, the
convex portions (25) of the cutting insert and the flat
portions (33) of the reinforcing part contact each other at
point P. Further, the cutting insert contacts the reinforcing
part at no other point than the flat portions (33).

FIG. 16 shows the force and its components applied to the
cutting insert by the L-shaped lever. F denotes the normal
clamping force exerted by the L-shaped lever, 6 denotes the
angle of the clamping force with respect to the horizontal
plane, and FH and FV denote the horizontal and vertical
components of F, respectively. The L-shaped lever contacts
the through-hole (24) of the cutting insert at point Q, and
exerts horizontal and vertical clamping forces at that point.
The horizontal clamping force FH prevents the cutting insert
from being dislodged from the tool holder’s pocket. Also,
the vertical clamping force FV keeps the cutting insert firmly
pressed against the tool holder’s surface. As such, the cutting
insert can be securely mounted on the tool holder in lateral
and downward directions in a simple structure by utilizing
the L-shaped lever.

The angle 6 is preferably between 5° and 40°. If the angle
is outside the preferred range, then either the horizontal or
vertical clamping force becomes insufficiently strong to
securely keep the cutting insert in place.

As shown in FIG. 16, when a is defined as the length of
the cutting insert’s through-hole (24), the distance (b) from
the point (Q) at which the L-shaped lever contacts the
cutting insert to the through-hole’s bottom is 0.6a to 0.8a. If
the distance (b) is smaller than 0.6a, i.e., the contact point is
too low, then the distance between the cutting edge, at which
the cutting force is applied, and the contact point becomes
too large to effectively resist the rotational moment. Con-
versely, if the distance (b) is larger than 0.8a, i.e., the contact
point is too high, then the through-hole’s strength is com-
promised and the L-shaped lever may protrude above the
through-hole, thus causing it to be struck by chips created
during cutting processes.

The above embodiments of the present invention are
intended only for illustration and are not intended to limit the
present invention to the specific processes and forms, and
many modifications and alternations are possible based
thereon. For instance, the present invention does not pre-
clude mounting the cutting insert on the tool holder by other
clamping means such as a screw instead of the L-shaped
lever, nor does it preclude circular or other polygonal cutting
inserts and reinforcing parts. Also, the cutting insert and the
reinforcing part of the present invention may be used not
only for rough grinding but other types of machining.

The invention claimed is:

1. An assembly of a polygonal double-sided indexable
cutting insert and a shim, wherein:

said polygonal cutting insert has opposing top and bottom

polygonal surfaces;
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said polygonal cutting insert has a midplane (M) located
midway between the opposing polygonal surfaces, in a
thickness direction of the cutting insert, the thickness
direction extending in a direction from one of the top
and bottom polygonal surfaces to the other of the top
and bottom polygonal surfaces;

said polygonal cutting insert comprises a plurality of

corner portions on each of said opposing polygonal
surfaces, a corner cutting edge being formed at each
corner portion;

said polygonal cutting insert comprises a plurality of

convex portions formed on each of said opposing
polygonal surfaces, each convex portion being closer,
in said thickness direction, to the midplane (M) than a
nearest corner cutting edge; and

said shim comprises a plurality of flat portions, each of at

least three of said plurality of flat portions configured to
contact a corresponding one of at least three of the
convex portions of the cutting insert.

2. The assembly of claim 1, wherein:

said shim comprises a cylindrical through-hole located at

a center of the shim and a ring-shaped elevated portion
located around said through-hole; and

said flat portions are disposed on the outside of said

elevated portion and are disposed to be lower than said
elevated portion.

3. The assembly of claim 2, wherein the shim is formed
by machine pressing.

4. The assembly of claim 2, wherein each of the corner
portions of the cutting insert includes a first groove sloping
towards a center of the cutting insert and a second groove
disposed closer to the center of the cutting insert than said
first groove and descending at a steeper rake angle than the
first groove.

5. The assembly of claim 2, wherein the cutting insert
comprises a through-hole at the center of the cutting insert,
the through-hole connecting the top and bottom polygonal
surfaces and having a central axis around which the cutting
insert has rotational symmetry, and

wherein a diameter of said through-hole decreases from

each end of the through-hole towards a center of the
through hole, thereby forming a convex portion inside
the through-hole.

6. The assembly of claim 5, wherein the assembly of the
double-sided indexable cutting insert and the shim further
includes an L-shaped lever to secure the cutting insert.

7. The assembly of claim 6, wherein said L-shaped lever
is configured to contact the convex portion of the cutting
insert’s through-hole, thereby applying a clamping force to
the cutting insert in lateral and downward directions.

8. The assembly of claim 7, wherein:

the point at which the L-shaped lever contacts the cutting

insert measured from the through-hole’s bottom is 0.6a
to 0.8a, wherein a is defined as the length of the cutting
insert’s through-hole.

9. The assembly of claim 7, wherein an angle (0) of the
clamping force with respect to the horizontal plane where
the L-shaped lever contacts the cutting insert is between 5°
and 40°.

10. The assembly of claim 1, wherein a ratio x:y is 0.7:1
to 0.95:1, wherein the distance from a center of the cutting
insert to a center of the convex portion is defined as x and
the distance from the center of the cutting insert to a corner
of the cutting insert is defined as y.

11. The assembly of claim 1, wherein a ratio x:y is 0.7:1
to 0.95:1, wherein the distance from a center of the cutting
insert to an apex of the convex portion is defined as x and
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the distance from the center of the cutting insert to a corner
of the cutting insert is defined as y.
12. The assembly of claim 1, further comprising:
a through-hole formed at a center of the cutting insert and
connecting the opposing polygonal surfaces.
13. An assembly of a polygonal double-sided indexable
cutting insert and a shim, wherein:
said polygonal cutting insert has opposing top and bottom
polygonal surfaces;
said polygonal cutting insert has a midplane (M) located
midway between the opposing polygonal surfaces, in a
thickness direction of the cutting insert, the thickness
direction extending in a direction from one of the top
and bottom polygonal surfaces to the other of the top
and bottom polygonal surfaces;
said polygonal cutting insert comprises a plurality of
corner portions on each of said opposing polygonal
surfaces, a corner cutting edge being formed at each
corner portion;
said polygonal cutting insert comprises a plurality of
convex portions formed on each of said opposing
polygonal surfaces, each convex portion being closer,
in said thickness direction, to the midplane (M) than a
nearest corner cutting edge;
said shim comprises a plurality of flat portions, each of at
least three of said flat portions configured to contact a
corresponding one of at least three of the convex
portions of the cutting insert;
said shim comprises a cylindrical through-hole located at
the center and a ring-shaped elevated portion around
said through-hole; and
said flat portions are disposed on the outside of the
elevated portion and are disposed to be higher than the
elevated portion.
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14. The assembly of claim 13, wherein the flat portions of
the shim are formed by grinding.

15. The assembly of claim 13, wherein each of the corner
portions of the cutting insert includes a first groove sloping
towards a center of the cutting insert and a second groove
disposed closer to the center of the cutting insert than said
first groove and descending at a steeper rake angle than the
first groove.

16. The assembly of claim 13, wherein the cutting insert
comprises a through-hole at the center of the cutting insert,
the through-hole connecting the top and bottom polygonal
surfaces and having a central axis around which the cutting
insert has rotational symmetry, and

wherein a diameter of said through-hole decreases from

each end of the through-hole towards a center of the
through hole, thereby forming a convex portion inside
the through-hole.

17. The assembly of claim 16, wherein the assembly of
the double-sided indexable cutting insert and the shim
further includes an L-shaped lever to secure the cutting
insert.

18. The assembly of claim 17, wherein said L-shaped
lever is configured to contact the convex portion of the
cutting insert’s through-hole, thereby applying a clamping
force to the cutting insert in lateral and downward directions.

19. The assembly of claim 18, wherein:

the point at which the L-shaped lever contacts the cutting

insert measured from the through-hole’s bottom is 0.6a
to 0.8a, wherein a is defined as the length of the cutting
insert’s through-hole.

20. The assembly of claim 18, wherein an angle (0) of the
clamping force with respect to the horizontal plane where
the L-shaped lever contacts the cutting insert is between 5°
and 40°.



